Aircraft OEM: Eurocopter 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2017-146 date Opened: 31 August 20 


Aircraft Model: AS350/355 
Product Type: Cargo Basket 
7 
Title: Fabrication 
Bodv + Lid 
Product Model: Long Quantity: 5/5 


Work Order Contents 
Work Order/Buiid Sheets (Procédures Provided) 


Additional Work Sheets (Standard Practice) 
Drawings (See List Below) 


Parts Distribution Sheet 
Sub Componentlags 


Completed Certification (Original) 
Time Sheet (R&D) 


Notes 


Build Sheet Contents 


Tasks Initialled 


Dual Inspections Initialled 


Drawing List 


Traveller 


Print: J. Francis/J. Rekve 


Print: J. Clarke 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: C. Brander/J. Clarke 
Approved Manufacturing Facility 73-04 


Initial or N/A 


JC 
N/A 


JC 


JC 
N/A 


N/A 


N/A 
N/A 


CB/JC 


CB/JC 


Drawing # 
Rev# 
Description 
Initial or N/A 


78411 
3 
Body Assembly 
JC 


78412 
2 
Lid Assembly 
JC 


70405 
4 
Lid Walkway Mod 
JC 


84262 
2 
Basket Handie Prov. 
JC 


84263 
0 
Lid Handie Provisions 
JC 


Component Completion 


Quantity Complété on This Work Order 


Quantity Incomplète on This Work Order 


Further Processing Required Before Release 


Release to Stock as Components 


Certification 
Form One Completed 


Serviceable (Green) Tag Completed 


In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 


Parts Tracking Tags (White) Completed 


Parts Placed in Stores for Distribution 


Additional Documentation 


Documentation of a minor change 


Non-Conformance Report Required 


Service Difficulty Report Required 


Local (Aero Design) 


Research and Development 


Third Party 


As Instructed 


5,5 
N/A 
N/A 
N/A 


Initial or N/A 


Initial or N/A 


N/A 
N/A 


N/A 


N/A 
N/A 


N/A 
N/A 


N/A 


N/A 
N/A 


DM 


SCA: AD 01 


SCA: AD 02 


SCA: AD 02 


Form 20.D. 


Date: 22 Oct. 2017 


Date: 10 Nov. 2017 


Date: 10 Nov. 2017 
Rev. Original 23 Sep 2014 


5 
ivif^ ; 


TmwsrmarvsBoiBwmrmTTmfmwwaiffTBSTtrwwtasraTBiansntgrrBrssnnaaBsn 
coœ. 
te o»uci«B w w 
iwo. 
*• «» w 
neericiwe ewff * 
wiiii «Mon 
(T ** 
CE» te irKamsiK 
wffott. wc Koo» *aa» lo mcu wc com im wurr nw k 
ua. a mmi. cr wk m - 
— 
— - - 
REV, 
DESCRIPTION Cf CHAN(Z 
MITIALS 
DATE 
0 
WTIAL ISSUE 


1 
CHANQED HÀMbLf UA6(ETS. RENOVE ALTERNAT! UO 
BX 
26 JAN 10 
2 
1ITLC âLÔCK UPDATED: 84262 CHANGED TO 64265; «ELOINC ROO UPDATEO; 
BJC 
10/07/2014 


1/4- HIXES FOR BUMPERS ADOEO: VIEW 0 ADOEO 


18.00 Rtr 
10.00 Rer 


VIEW D 


DETAIL A 
_L 
T 
T 
@ 
BASKET LIO ASSE^iBLY 


DETAIL B 
DETAIL B 


DETAIL C 


$CAl£ 1 


/0«LL #9 (O.isr) 
ATTEA «aOMC 
eOTH CNOS 


VIEW D 


SCALE t : 1 


DETAIL A 
04) ^ 
bcîml c. 


0«a X (0.25) BOTTOU SDE ONLY 
PLACES 
APPROA. EOUAl SPACMC 
CNSURC CLEARANCE FROH UE8H 
rmcAL 


h 
<ÇI«. (m 
rtnCAL N 
V 
rwcAL 
TKST 5 H>CES 
EVERT SECOND 
OR AS PRACRCAL 


NOTES: 


1. ROAOVC *a 8URRS ANO BREAK SHARP EOGES. 
Z «ELDING OF 4150 STEEL TO BE COMPLETED BY CTAW UETHOO TO AMS 28650. 


4150 ANO 101$ STEEL: «CLOINC ROO SHALL CONFOBM TO ER70$-2 OR COUVALCNT. 


STAWLESS AND 4130 STEEL: YCLOMC ROO SHAU CONfORH TO ERJOBL OR EOUIVALENT. 
^WSTAU. I1EU 5 (UO HANOLE PROWI90NS ASSEM8LY) IN ACCOROANCE MTH ACRO 0E9GN LTD. 


ORAMRNC 64265. 
/^OWLL 650 (0.129} HOLES IN LONG TUBE MEMBERS AT BRACE LOCATIONS TO 1«<T MELO CASSES. 
MHEN ASSEU8LY IS CONRLETE, FUL Aa EIPOSEO VOIT MOIS «TH ROSETTE «QJ). 


S. FmiSH: THOROUGHLY aEAN ANO POWDCR COAT UD ASSEMBLV. 


3/4-16r 07 UESH 
1 
56204-10 06 PLACARD BRACKET 
1 


1 
64265-01 05 UO HANOLE PROVISIONS ASSEMBLY 
2 
49216-01 04 SPACCR 
A/R 
— 05 
4130 STEEL COND N. Mlt.-T-6736 
5/4 X 0.035 soft TUBE 
oi 
— 
78412-0! 01 
BASKET UO ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATCR1AL 
MATERIAL SPEC 
STOCK SIZE 


OTY 
UST OF MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 
^ 
^ 
TtPlCAl N 
DETAIL A 
LOOKING AT TOP 


R. RATHNEU 
19 FEB 06 
^£7?0 DESIGN LTD. 


L BURGOm 


BB88A UALASFUOk ROAO 
POVKU. RniER. BC, CANADA. VSA 003 
m. «H «ft3A9T« 
»wâ*e4ei«e«e 


UNLESS OTHERWSE SPEDREO 
tMUENSKMS ARC m INCHES. 
TOLERANCES ON; 
OECMALS 
ANGLES 
XXXK ±0.010 
±1/2* 
X XX 
±0.03 
x.x 
±0.1 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY (LONG) 


Al 
78412 


y—y 
■ ;<——X—y—>r--y- 
—y-rïr"-y---ÏT 


C i-x-/-x--x--»«---x—x---x-->t--»eai|^—x---x- 


OfU. «30 (0.1») 
CENIRE n«CTS ON TUK9 
SPOT fAa *0.» r (KO 


RUN eCAO CF COMUOtOAl 
RTV SRXONC SEALANT 
- ALCNC AU. TUKS SaO* 
TRCAO PlATE KrOK 
INSTALLATION 


@ BASKET LID ASSEMBLY 


DESCRIPBON OF CHANGE 


AOO BELL MCDIUU ANO EUNOCCPTER ASÎSO BASKETS. CHANCE TUBES 
AU 
ttm. U(»WMeii bâUâtAS eMUn. kl. MS ëAikffi 
ÀBB mVUtSSt ùé 7oeU*o1 
tlTtg BLUk UWATO; UUH. Uit «Uôvaf A» M.T. WVEt: À66 )*6Tg J 


NOTSS: 


1. 
TNIS OiTAWINO >S AN OPTIONAL CONriGURATION AOOtMG A TREAO PLATE STEP TO THE LDl 
THIS CONFICURATtON UAV BE APPUCO TO AN Y OR AU. BAVS OT THE UD 
REMAINOCR OT 


UO ASSEMBLV IS TO BE FASRICATED M ACCOIttANCE «TH THE APPUCABLE ORAWNCS 


2. TUBES (ITEW 03} UUST BE NELOQ} IN PLACE BEPORE UESH IS WCLOED ON BOTTOU. 


3. REUOVC ALL BURRS ANO BREM SHA(tP EOGCS. 


4. NELOINC Of 4130 STEEL TO BE COMPLETEO Br CTAW UETHOO TO ANS 2M9C 
«ELDWG ROC SHALL CONPORM TO ER70S-2 CO EOUtVALDtT 


a. «HEN ASSEMBLV IS COMPLETE. (TLL Aa «NT HOLES WTH ROSETTE «ELO. 


e. THOROUGHLV OEAN ANO PONCER COAT BASKET SUB-ASSEWBUCS PWOR TO ASSEMBLV. 
MSTAa TTKAO PLATE AFTER PONCER COATtHO. 


7. NOTH AW POSITION OT UO STEP UAV BE AOJUSTEO TO MATCH UD OOOR NSTALlfD M 
ACCOROANCE MTH OPAWNC 70402 ON AOJOMMG BAV OF THE UO. 


SECTION A-A 


A^ 
CR321S-4>02 
BLMO RnCT 
ALTERNATE: HR32I3-4- 2 


1 
70409>04 
04 
TREAO PLATE 
ALUMMUM 
COMMBiaAL 
0.0S3 TREAO PLATE 
2 
7040S-03 o3 
njBE 
4130 STEEL CONO N 
Ui-T-«736 
0.5 X 0 03S WAU TUBE 


1 
SEE NOTE 1 
02 
BASKET UO ASSEMBLY 
S 
7040a-01 
01 
BASœr UD ASS£t«LV - UOCmED «TH SÎEP 


01 
PART NO. 
ITCN 
DESCRIPTION 
UATCRIAL 
UATERIAL SPCC 
STOCK sa 


OTV 
USÎ OF MATERIALS 


C^CUNTERSIPK 


0-0W>LC 
OKiT-f or S>€ETS 


TO BE OWPLED 


BASK CODES: 
BJ-US2O470A0 
e8*MS2042SAD 
ARN-CR3213 
AltM-CR3212 


DASH NO. FOR OtAUETER 
H-m. HEAO NEAR 9DC 
F»MFP. HEAD FAR SH)E 


0A9< Nû FOR LEN6TH 
E 
BURCOIN 


NSTAU. RE» «VET 


REHOVC^KRACE RnET 


I ENSTMC (BVET 


UNLESS OTHERMSE SPECinED 


DIMENSIONS ARE IN (NCHES. 


TOLERANCES ON: 


OCCIMALS 
ANGLES 
XXX* ±0.010 
±1/2* 
x.xx 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


CARGO BASKET 
UD STEP MODIFICATION 


SHEET 
I or 1 
Al 
70405 


GTAW 


B01H ENDS 


@ 
HANDLE BRACKET ASSEMBLY 


02 


0.25 


BASKET UD 


FIRST BRACE TUBE FROM END@ 
LID HANDLE PROVISI 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELOING TO BE COMPLETED BY GTAW METHOO TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 


miK 
cem. 
EfllTIIlBIlWUIiaïAMIlUTAIIIUIlilWmUJH U Wteuil^ WIIUIIlAHilIVMnWKHr.lUVIinKHWeW 
on twuura M m 
uma, 
lo used m 
iwiunciunc «moût tk «httdi comor tr tac ocsm in. ir uxirmt ms oumc rm 


reV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
6 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
BJC 
14/02/2014 


JIG TO ENSURE BRACKETS ARE ÀLIGNED 


0.25 


6ns a^^embly 


02 
GTAW 


HRST BRAOi TUBE FROM END 


02 


QTY 


01 


OTY 


36275-02 
36273-01 
84263-02 
84263-01 


PART NO. 


04 
03 
02 
01 


ITEM 


SUPPORT 


LID BRACKET 
HANDLE BRACKET ASSEMBLY 
Lld HANDLE PROVISIONS ASSY 


LIST OF MAtERIALS 


DESCRIPTION 


APPROVALS 


ORA«Mlj 
XFF aARKE 


OCM): JASON REKVE 


DATE 


14 FEB 2014 


UNLESS 0THER1WSE SPEanEO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEOUALS 
ANGLES 
XXXX ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


OeSBA UALASPINA ROAD 
POWELL RIVER, BC. CANADA, VBA OGB 
TKL eM.4B8.nTe 
1 


HELICOPTER CARGO BASKET 
UD HANDLE PROVISIONS ASSEMBLY 


SHEH 1 OF 1 


owc. size 
A3 
84263 
G 


CARGO BASKET LID FABRICATION - COMMON 


General 


>(7- 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 2061/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
-5^ 78412, Revision 2 - 
Long Basket 
94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0 - 
Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
—^ 
70405, Revision 3 - Walkway 
70402, Revision 1 - 
Lid Door 
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30 November 2013 


CARGO BASKET LIO FABRICATION 
Complété 
^ 
(initial or SCA#) 
Work Order: 


Date Open: 
Ooil 


1. Rim Assembly - 
Basket Lid 
a. Cut and fit Va" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scot^^right. 


2. Weld Rim Assembly 
ÔS 
a. Record welding rod PO on attached material lis^^ 
^ ^ 


73^04 
^^4 73^04 
73^04 
73^0^ 
3. Inspection 
.ûg_ ,^5 
06 
a. Rim for complété welds 
^ ^ Aô 
Aô 
AO 


4. Frame assembly-Lid 
^^4 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit Va" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
- 
meiiibeiiwiU. 
lujiK. 
^ A© 
AO^ AÔ 
73~04 
73'0^ ^3~04 ^"^4 ^^-04 
5. Frame assembly - 
Lid with optional walkway modification />5 
^5 
__Û5_ . Os 
_Q5— 


a. Fit cross members to rim in accordance with step A. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut V2" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringerto jig using a C-clamp in the centre. AO 
AO 
^ Aô 
AO 
^3^04 
7'3^04 
^^"04 ^3.0. ?3^f. 
6. Weld frame assembly. 
^5 
O5 
OS 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical duiAÊweldina^ 
a/n 
AO 
A/1 
'^04 ^37, 
73.0, 73»:^^ 
7. Inspection 
05 
4 
O5 
Qfi 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


8. Mesh assembly. 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. - M AC 
Aô 
^ 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


I. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


05 


10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to setliracket in centre tay ot M. 


ii. Record placard bracket WO and welding rod PO on attach^matejS^ list. 
7^^ 
^3-01 
73-0., 73-0., 
11.Cleanup 
£3-01 
0±_ 


a. Grind high spots off mesh welds. 
' 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


—Drill for lid bumpers using 1/4" (tt3) contre drill. 
h—3 places for lids under 76" 


ii. 4 places for lids over 76" 
f. Remove surface rust with scotch-brite pad. 
pO 
pO 
^ 
tâ-04 
73-04 73-04 
73-04 73.04 
12. Final Inspection 
02- 
02 
(y} 
0^ 
fY} 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 


a 
giS' ^ ii. 


(>0 
hO 


ai 
m. 
03 
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Work Order: 


Date Qpened: 
Ai>/> 


Matériel Tracking Sheet 
^urocopter AS350 / AS355 
Long Lid Fabrication 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 


tof2 


Material 
PO/WO 


78412-01 
Lid Assernbly 
rit 


Step 1 
Rim Assembly 
3/4" Tube L Long Rim (93.25") 
4130 Steel, %" x 0.035 Sqr. Tube 
I 70 S 
S' 
. 2 


. 2 
3/4" Tube - Short Rim (22.5") 
4130 Steel, Vd" x 0.035 Sqr. Tube 
2, O/ 
3 


Step 2 
Weld Rim Assembly 
I yozy 
AIR 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame As$embiy 


3/4" Tube h Cross Member (21") 
4130 Steel, y/ x 0.035 Sqr. Tube Z.CI7- / 


Step 5 
70405 
Option: Frame Assembly - with walkway 
- walkway 
4130 Steel, Yz" x 0.035 Sqr. Tube / 70Sd'Jl 70 3^^ 
1/2" Tube 


Step 6 
IVe/d Frame Assembly 


AIR 
Welding Rod 
ER70S-2 TIG Rod 
/703y 


step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


Mesh (lid -t 92.5" X 22") 
3/4-16F Expanded Mild Steel sheet 
\ 
Q 


Step 9 
Weld Mesh 
Welding ^d 
/607S' 
A/R 
ER70S-6 MIG Wire 


Work Order: 
é. 


Date Opened: 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 


Material Tracking Sheet 
^iurocopter AS350 / AS355 
Long Lid Fabrication 


2of-2' 


Material 
=1= 
PO/WO 


step 10 
.id 
Weld Lid Çomponeiits 


84262 
84262-01 
Upper Handie Bracket Assembly 


36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


36275-02 
Support 
304 Stainless, 5/16" Rod 


AIR 
Welding Rod 
ER308L TIG Rod 
/ 74^^^ 


49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 


A/R 
Welding Rod 
ER308L TIG Rod 
L7Ô6Q 


36204-10 
Placard Bracket 
1018 Steel. 0.035" Sheet 
-//f 


A/R 
Welding Rbd 
ER70S-2 TIG Rod 


Step 11 
C/ean Up 


Step 12 
Inspection 
Final Assembly 


Step 13 
Powder Q)ating 
nD'î'7 


it «oKn » m» loo wtw m 
m 
îTTTBTWI 
CM tn ir Horm, m 
m 
«« 
IX M " " 


»£V 
KSCRPnON OF CHANGE 
MITIALS 
DATE 
0 
INITIAL ISSUE 
RR 
29 JAN 08 
1 
CHANCED ATTACH HOOP FROU 78423-01 TO 76423-07 
RR 
OS UAR 09 
2 
6^ANab HaWU WÀMCT. 
AlIEAMÀIE ikSHtl 
BX 
28 JAN tO 
3 
BX 
11/07/201* 
SPACER <07) UOVEO: CAP (10) AOOCD 


jpINES 
[7 
EVEKT mTERSECnON OM 


T*^ "F 


cvcfiy iNTERsecTiON on r 


DETAIL B 


mST 3 MTEKECnONS OOW BOTH SMS 
evcRv secoie MTOtsEcnoN «ncR 
mCAL HOOU HOOPS 
CVEftV BfTEBSCCTICN ON £N0 HQOPS 


!7.25 REF 
-t8.00 REF- 
— 
»8.75 


18.25 REF 
18 00 REF 
17.25 REF 


06]« 
2 PLACES 


07)2 PLACES 


e^V WTCRSECTWN 
ON CM) HOOPS 


-56.250 - CENTRE TO CENTRE ON U 
@ 
BASKET BODY ASSELfIîl 


TYPICAL 


DETAIL A 


jctmI; 0 


NOTE& 


I. PEMOVC AU BUNPS AND BRCAK SHARP EDGCS 
Z PRtOR TO «CLOWC. DR1U |30 (0 129] VENT HCLES M ASSEUeLT POR VEN' 
«HCN ASSeuBLY is COUPLETl, FUJ. AU EIPOSCD ^NT HOLCS «TH ROSETTE 


3. HCLIMNC OF «130 STEEL TO B£ COUPlETED BY GTAW NCTHOD TO AHS 26890. 
4130 AND totfl STEEL «CLOINC ROO 94AU CONFORM TO ER70S-2 OR EOUfVAifNT. 


STAINLfSS ANC 4130 STEEL «ELCHNC ROO SHAU CONFORM TO O1308L OR EU tIVALENT. 
^MSTAU ITEM 9 (BASKET HANOLC PROMSKMS ASSEUBLY) M ACCOROANCE M vj AERO DESMN LTD. 
ORAIHNG B4262 BEFORE MCLOING HOOPS TO RM. 


S. FNSH; THOROUCHLY CLEAN ANO POHOER COAT BASKET ASSEMBLY. 


2 
__ 
10 
CAP 
MU) STCa 
AISI 1010/1020 
0.090 9CET 
A/^ 
3/4 - 18F 06 uesH 
MLO STOL 
COUMEROAL 


1 
84262-01 08 BASKET HANDLE PROVI90NS A.SEUBir 
2 
49219-01 07 SPACER 
4 
76421-01 06 
HOOP 
2 
76423-07 09 
ATTACHUCNT HOOP 
A^ 
-- 04 SOUAPE TUBE 
4130 STEa CONO N 
HL-T-6736 
1/2 X 0035 SQR TUBE 
A/h 
— o3 SQUARE TUBE 
4130 STEEL COND. N 
tfE-T-6736 
3/4 X 0.035 SCS TUK 
o2 
s 
78411-01 
01 
BASKET BOOV ASSEMBLY 


01 
PART NO. 
ITEki 
DESCRIPTION 
UATERIAL/HOTE 
UATCRIAL SPEC 
STOCK SK 


OTY 
UST OF MATERIALS 


R. RAWRELL 
23 JAN 08 


^ E. BURCON 


UNLESS OTHERWSE SPEOFIEO 
OMENSIONS ARE M «NOtES 
TOLERANCES ON: 
OEOUALS 
ANGLES 
X.XXK ±0.010 
±1/2* 
ic-x* 
±0.03 
X.X 
±ai 


AERO DESIGN LTD. 


EUROCOPTER AS350 &. AS355 SERIES 
(WICK RELEASE CARGO BASKET 
BASKET BOOY ASSEMBLY (LONG) 


SHEET 1 OF 1 
Al 
78411 


CARGO BASKET RIM 
(REF) 


nRST HOOP FROM END I 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. mOING TO BE COMPLETED BY GTAW METHOO TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


01 


QTY 


84272-01 
84262-01 


PART NO. 


02 
01 


ITEM 


LIST OF MATERIALS 


w 
Nuyije cmtM mukwi w 
lum ww s wmm m ju» iiujai lu. iw uuiiw. h m wm m», m 
nain uihmniii i 
COFBD. OR fiUPUCAIED M ANY MWMER. NOR USB) FOR UANUFAdURMG ffHOUT T>C WmOI CONSENT OF JOO DCSOI LV. BT MCIPIIK TWS 0RAWI6 FOR 
RffaCMCE. 1HE REOPfNT AfiNEES TD HO^ «M OESKN Lia HNM£S6 FROU IC USE. OR HSUSC. OF 1HS BUWS OR TtC IffORMARON CONTMCD DOEON. 
REVJ 
DESCRIPTION OF CHANGE 
[ 
INITIAIS 
1 
DATE 
I 


INITIAL ISSUE - CREATED FROM 36262 


1 
CHANGE LOCATION OF BUSHINGS 
"21 
UPOATED TITLE BLOCK. MOVE UO PROVISIONS TO B4263 


FIRST HOOP FROM ÉNO 


0.406 


ft nc+O.OO 
0-43-0 03 
TYP 


2.750 
Ns-p—<01 
GT 


2 PLACES PER HOOP 


AW 


BOTH SIDES 
GRIND aUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL 05<e (0.313) THRU 
2 PLACES 


BASKET HANDLE PROVISIONS ASSEMBLY 
PROVISIONS TO BE INSTAM-ED IN HOOPS 8EF0RE ASSEMBLY TO BASKET RIM 


BU8HING 
BASKET HANOLE PROV. ASSY 


DESCRIPTION 


APPROVALS 


JEfT CLARKE 
ÔÔSST L BURGOM 


DATE 


03 NOV 2009 


UNLESS OTHERWSC SPEaFCO 
DIMENStONS AR£ IN INCHCS. 
TOLERANCES ON: 
œaMALS 
ANGLES 
KXXX ±0.010 
±1/2' 
KXX 
±0.03 
XX 
±0.1 


AFBO DESIGN LTD. 


OSOBA MALASPINA ROAD 
POWELL RIVER. BC. CANADA. VBA 003 
me ao«.4aM9Te 
t 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SCALE 1 : 
1 


SHEET 1 OF 1 
A3 
84262 


^n'1% /fr 
CARGO BASKET BODY FABRICATION - COMMON 


. General 


These instructions apply to al! cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
—^ 
78411, Revision 2 - Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 


Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44- left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0 - 
Short Basket 
80311, Revision 0-Médium Basket 


'BlllIfRevisîôrrO - 
Long Basket 
^ 
^ 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 


Work Order: 


Complété 


(initial or SCA #) 


Date Open: 


1. Rim Assembly - 
Basket Body 


a. Cut and fit 
x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded busj^gs bef^|^asseml^|||^ rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407 XL ski) only - weld 4 threaded busljjii^s into inj^j^rd rim 


73-0' 
3. Inspection 


a. Rim for complété vyelds 


-Ô5- 


4. Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e^ lid prop bushing, hoops, etc.) 


Grind corner welds from step 2 on rim to allow hoops to sit flat. 


Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


Assemble hoops with attachment lug locatingjigand hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
Run 3/8-24 tap into attachment lugs to ensure clear threads. 


b. 


c. 


d. 


II. 


iii. 


iv. 


V. 


Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


Attach bottom (spine) jigto ail hoops using 1" C-clamps alongthe centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut 34" X 0.035 material to fit spine jig. 


f. Cut /4" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Aiign hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSID^ijg^ rim, exl^t R44 
^04 
5. TIG weld frame to rim assembly. 
Qk 
. ^ 
' 
OB 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. .Strut tubes andJrojit endcutQut (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


Mesh assembly. 


a. 


ssemoiy. 


m 


73-04 
m. 


Pull sheet of expanded mesh from stock. Record material PO on attacmd materialTist. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(Initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


lii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 
|y^ Working down the jnboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


yi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vtt^ TrimlJp^r^tboârcTedgëôf mesh if requîreit, edge ofmesh must be low enmrgtrDn 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 7% to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible, 


lii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 


8. Weld mesh to frame assembly per drawing. 
a. Ensure lug locating jig is in place prior to wèiding, 


Complété 
(initial or S(^^) 


9. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


G. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing. 
^5 


b. 


c. 


d. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


TIG weld caps to close top of 1" hoops as applicable. 
94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 
Cut inboard rim on aft end. Grind flush with hoops. 
TIG weld caps on open tubes. 


Record cap material PO on attached material list. 
95911 (Bell 429) only: placard bracket to forward upper corner of basket. 
:— L Rec^réweldfflgi'ocLPO on attached material list. 


II. Record placard bracket WO on attached mat^al list. 


10. Clean up 


a. Grind high spots off mesh welds. 


\>0 
çJD 
73-0^ 73-0^ 
73-04 


Q^ 


H) 
73-04 
0\ 


€r- 


d. 


Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


Drill tf9 through lid prop bushing(s). Do-burr holo(s). 
Remove surface rust with scotch-brite pad. 
PC 
PC 
PC 
PC 
PC 


11. Final Inspection 
73-04 
-92- 


73-04 
02 
73-04 
-02— 
73-04 
09 
73-04 
02 
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To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 
Hoops for height. 
Rim for width and length and alignment. 
m. Lid prop lugs in correct ends, 


iv. Fore/aft strut in hoop if required by drawing. 
d. Material lists complété. 
\ 
30 November 2013 


CARGO BASKET BOOY FABRICATION - COMMON 
Complété 


(initiai or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 


Oh 


73-04 
73-04 
çfl 
0?. 


6-^ 
cf 


N) 
N) 
73-04 
73-04 
73-04 
02 
02 
02 
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Work Order:. 


Date 0Dened31 
0" 
I 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Descriptior 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Mabrial 
POA/VO 


78411-01 
Basket Asisembly 


Step 1 
Rim Assembly 


3/4" Tube - Long Rim (93.25") 
4130 Steel, y/x 0.035 Sqr. Tube 


3/4" Tube ^ Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
J V/QSS' 


Step 2 
Weld Rim Assembly 


A/R 
Welding Rod 
ER70S-2 TIG Rod 


step 3 
Inspection j- Rim 
None 


Step 4 
Frame Assembly 


76421-01 
Hoop - standard 
4130 Steel, 7/ x 0.035 Sqr. Tub 
ube 
7- /if Cf -grtv 7 
g' ^ 
0 
Ot 7' 
1^^ 


76423-01 
Attachment hoop (aft) 


1/2" Tube I spine 
4130 Steel, 72" x 0.035 Sqr. TÎibe 
/ 


Step 4.g. 


Step 5 


70406 
70406-01 
Option: Front End Cutout 
JûL 
70406-03 
1/2" Tube 
4130 Steel, 7/ x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, 
x 0.035 Sqr. Tube 


Weld Frame Assembly 


.A/R 
Welding Rod 
ER70S-2 TIG Rod 
lyozy 


Step 6 
lnspectioi\- Frame Assembly 
None 


Step 7 
Mesh Assembly 
Mesh (Body - 48' x 92.25^ 
riPXi; 


\ 


3/4-16F Expanded Mild Steel sheet 


Mesh (End - 22" X 17") 
3/4-16F Expanded Mild Steel sheet 


Step 8 
Weld Mesh 


A/R 
Welding R3d 
ER70S-6 MIGWire 
7^(978" 


Work Order; 


Date Opened:_ 
Lo 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Descriptiori 


Materiai Tracking Sheet 
Ëurocopter AS350 / AS355 
ig Basket Body Fabrication 


2of2 


Materiai 
PO/WO 


Step 9 
Weld Bas\^et Comp^nlants 


Step 9.a. 
49215-01 
Spacer (Lia prop) 
304 Stainless Steel, 14" Dia. 
OIS-S'^ 


A/R 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
Cap 
1018 Mild Steel, 0.032" Sheet 


A/R 
Welding R Dd 
ER70S-2 TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection 
Final Assembly 
Ndne 


Step 12 


À -t. 


Powder Cbating 


